Effect of strain on transformation diagrams of 100Cr6 steel by Kawulok, Rostislav et al.
crystals
Article
Effect of Strain on Transformation Diagrams of
100Cr6 Steel
Rostislav Kawulok 1,* , Ivo Schindler 1 , Jaroslav Sojka 1, Petr Kawulok 1 , Petr Opěla 1 ,
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Abstract: Based on dilatometric tests, the effect of various values of previous deformation on the
kinetics of austenite transformations during the cooling of 100Cr6 steel has been studied. Dilatometric
tests have been performed with the use of the optical dilatometric module of the plastometer Gleeble
3800. The obtained results were compared to metallographic analyses and hardness measurements
HV30. Uniaxial compression deformations were chosen as follows: 0, 0.35, and 1; note that these are
true (logarithmic) deformations. The highly important finding was the absence of bainite. In addition,
it has been verified that with the increasing amount of deformation, there is a further shift in the
pearlitic region to higher cooling rates. The previous deformation also affected the temperature
martensite start, which decreased due to deformation. The deformation value of 1 also shifted the
critical cooling rate required for martensite formation from the 12 ◦C/s to 25 ◦C/s.
Keywords: transformation diagrams; 100Cr6 steel; dilatometric test
1. Introduction
Transformation diagrams can be divided into two types. The first type is the time-temperature-
transformation (TTT) diagram, which describes the austenite transformations during an isothermal
dwell. The second type is the continuously cooling transformation (CCT) diagram that describes
the effect of cooling rate on austenite transformation [1,2]. In addition, this type of diagram can be
modified to a deformation continuously cooling transformation (DCCT) type, which also includes
the effect of previous deformation. Such diagrams then find their practical application in the case
of the controlling of steel forming processes (rolling, forging), and their findings often lead to an
improvement in the economics of the production process [3–7].
Austenite transformation kinetics during cooling is influenced by many factors. The most important
factors are the chemical composition and the rate of cooling of the steels. Further, the transformation of
supercooled austenite is influenced by austenitization temperature, initial structure, austenitic grain
size, and previous deformation [8–17]. The effects of all these factors are summarized in the schematic
CCT diagram in Figure 1 [8].
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Figure 1. Influence of alloying, thermomechanical factors, and structure state on transformation 
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The effect of previous deformation itself on different types of steel is evaluated in a number of 
research studies [18–28]. From the obtained findings, it can be claimed that the previous 
deformation, in combination with the chemical composition and other factors, has different effects 
on individual transformations or transformation products. The authors of these works assume that 
the deformation accelerates diffusion-controlled transformations, specifically the transformation 
of austenite to ferrite and pearlite [18–26]. Due to the deformation, the number of lattice defects 
increases, which promotes the diffusion of all atoms in the solid solution and leads to a faster 
nucleation and growth of the new phase nuclei—this leads to the acceleration of both 
transformations [23–26]. The accelerating effects of increasing deformation and strain rate on ferritic 
transformation are shown in Figures 2 and 3, respectively (where temperature Ar3 is the 
transformation temperature of austenite to ferrite and Ar1 is the transformation temperature of 
austenite to pearlite by the cooling of hypoeutectoid steels). In addition, from Figure 2, it is evident 
that with increasing deformation (up to about 0.4), the area of ferritic transformation is 
narrowed—thus, the pearlitic transformation is accelerated [26]. This thesis confirms that even our 
previous research detected that the effect of previous deformation leads to an increased fraction of 
pearlite and ferrite [11,20]. 
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The effect of previous deformation itself on different types of steel is evaluated in a number of
research studies [18–28]. From the obtained findings, it can be claimed that the previous deformation,
in combination with the chemical composition and other factors, has different effects on individual
transformations or transformation products. The authors of these works assume that the deformation
accelerates diffusion-controlled transformations, specifically the transformation of austenite to ferrite
and pearlite [18–26]. Due to the deformation, the number of lattice defects increases, which promotes
the diffusion of all atoms in the solid solution and leads to a faster nucleation and growth of the new
phase nuclei—this leads to the acc leration of both transformations [23–26]. The celerating effects
of increasing deformation and strain rate on ferritic transformation are shown in Figures 2 and 3,
respectively (where temperature Ar3 is the transformation temperature of austenite to ferrite and
Ar1 is the transformation temperature of austenite to pearlite by the cooling of hypoeutectoid steels).
In addition, from Figure 2, it is evident that with increasing deformation (up to about 0.4), the area of
ferritic transformation is narrowed—thus, the pearlitic transformation is accelerated [26]. This thesis
confirms that even our previous research detected that the effect of previous deformation leads to an
increased fraction of pearlite and ferrite [11,20].
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Figure 3. Effect of strain rate on the ferritic transformation of HSLA steel [26]. The temperatures of Ar1
and Ar3 represent the temperatures of the transition during cooling.
In the case of assessing the effect of plastic deformation on the transformation of austenite to
bainite and martensite, this effect is ambiguous and, therefore, cannot be generalized as in the previous
case. When austenite is deformed, a dense dislocation network is formed and inhibits the progress
of the phase boundaries, and despite a large number of nuclei, the share of the new phase is lower
than that of non-deformed austenite, especially at higher cooling rates. The role of dislocation on the
martensite start temperature is more controversial. The large amount of dislocations generated by a
large plastic deformation of austenite prior to the martensite may stabilize the glissile embryo–austenite
interface, leading to a decrease in martensite (Ms)-temperature (temperature of starting martensite
transformation). This is known as the dislocation stabilization mechanism. However, there is
sometimes an opposite phenomenon; accumulated lattice defects initiate martensite formation and
enable its formation at higher temperatures than in the case of non-deformed austenite transformation.
An example of this is the graph in Figure 4, which shows that the Ms temperature rises after a height
deformation of 30% and 60% compared to the Ms temperature of the undeformed specimens of selected
steels [18,23,24,29–36].
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All diagram types can be constructed on the basis of mathematical simulations using 
specialized programs (JMatPRO, QTSteel, etc.) or by physical tests on dilatometers or dilatometric 
modules of universal plastometers. In the case of the mathematical calculation of the diagrams, 
the diagrams are calculated on the basis of the equations compiled for the selected steel chemical 
composition range, but their accuracy is not always optimal. For this reason, it is certainly more 
appropriate to design diagrams on the basis of dilatometric tests that are performed on specimens of 
specific qualities [37–41]. 
The subject of this article was to evaluate the influence of the previous deformation of two 
different true strains, logarithmic deformation (e = 0.35 and 1), on the construction of (D)CCT 
diagrams of 100Cr6 steel, thus contributing to the extension of knowledge of the austenite 
transformation kinetics during cooling of the bearing steels. The 100Cr6 steel has good hot 
formability, is suitable for direct quenching, and, in a soft annealed condition, is reasonably 
machinable and suitable for components with a very hard and wear-resistant surface. Primarily, this 
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Figure 4. Influence of the previous deformation on martensite (Ms) temperature in selected low-alloyed
steels [23].
All diagram types can be constructed on the basis of athematical simulations using specialized
programs (JMatPRO, QTSteel, etc.) or by physical tests on dilatometers or dilatometric modules of
universal plastometers. In the case of the mathematical calculation of the diagrams, the diagrams are
calculated on the basis of the equations compiled for the selected steel chemical composition range,
but their accuracy is not always optimal. For this reason, it is certainly more appropriate to design
diagrams on the basis of dilatometric tests that are performed on specimens of specific qualities [37–41].
Crystals 2020, 10, 326 4 of 16
The subject of this article was to evaluate the influence of the previous deformation of two different
true strains, logarithmic deformation (e = 0.35 and 1), on the construction of (D)CCT diagrams of
100Cr6 steel, thus contributing to the extension of knowledge of the austenite transformation kinetics
during cooling of the bearing steels. The 100Cr6 steel has good hot formability, is suitable for direct
quenching, and, in a soft annealed condition, is reasonably machinable and suitable for components
with a very hard and wear-resistant surface. Primarily, this steel is intended for the production of
bearing balls up to 25 mm in diameter, and rollers and taper roller bearings up to a 16 mm wall
thickness [42–44]. This experiment was realized in order to verify the effect of the previous deformation
on the final structure of the hypereutectoid steel.
2. Materials and Methods
As can be seen from the chemical composition of the 100Cr6 steel, which is presented in Table 1,
it is a hyper-eutectoid high-carbon and low-alloyed steel.
Table 1. Chemical composition of investigated 100Cr6 steel in wt.%.
C Mn Si P S Cr
0.994 0.38 0.324 0.011 0.001 1.45
For the purpose of the experiment, simple cylindrical specimens with a diameter of 6 mm and
length of 86 mm were prepared from the 100Cr6 steel. The initial state of the investigated steel was
deformed as it was prepared from the rolled rods 12 mm in diameter.
The dilatometric experiments were performed with the use of the optical dilatometric module (The
Model 39112 Scanning Non-Contact Optical Dilatometer and Extensometer System with Green LED
Technology (Dynamic Systems Inc., Poestenkill, NY, USA) of the Gleeble 3800 plastometer. This optical
dilatometric module is based on the measurement cross-section (radial components of strain) of
samples with a repeatability of ±0.3 µm by a frequency of 2400 Hz with a maximum temperature of
1200 ◦C [18–20].
The first step was to determine the temperatures of Ac1 and Acm, which represent the temperatures
of the transition during heating. In this case, the specimen was heated at 5 ◦C/s to 500 ◦C, and the heating
rate was then slowed down to 10 ◦C/min (0.167 ◦C/s) to locate the transformation area. Evaluation of
the measured data was carried out using the semi-automatic CCT software (Dynamic Systems Inc.,
Poestenkill, NY, USA), which uses the tangential method in combination with the derivation of the
dilatation curve to determine the transformation temperatures. The result of this test is shown in
Figure 5.
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Based on the previous experiment (i.e., determination of Ac1 and Acm temperatures),
other specimens were uniformly preheated at 850 ◦C with a subsequent 10 min dwell at this temperature
in order to construct (D)CCT diagrams. After that (in the case of the CCT diagram), the specimens were
continuously cooled to room temperature by the constant cooling rates in the range of 0.2–150 ◦C/s.
To achieve cooling rates above 25 ◦C/s, the specimens (with cooling rates of 60 and 150 ◦C/s = only for
construction of CCT diagram) had to have a special hollow-head structure for high-speed cooling by
air nozzles. Unfortunately, the disadvantage of these specially designed specimens is the inability to
perform a deformation [45,46]. The temperature of heating at 850 ◦C is normal for the construction of
CCT diagrams of 100Cr6 steel [42–44,47,48].
In the case of the construction of both variants of DCCT diagrams, the continuous cooling was
preceded by the uniaxial compression deformation, which was executed directly after the dwell at
the austenitization temperature. The magnitude of the true (logarithmic) deformation in the first and
second case was equal to 0.35 and 1, respectively. In both cases, the deformation was performed at the
strain rate of 1/s. The limiting element in the case of the construction of the DCCT diagrams was the
creation of specimens that could allow a maximum cooling rate of 35 ◦C/s to be achieved [45] after the
previous deformation; thus, in both cases of DCCT diagrams, the cooling rates were selected in the
range of 0.2–35 ◦C/s.
Examples of dilatometrically tested specimens without deformation and with the deformation of
0.35 and 1 are given in Figure 6.
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Figure 6. Examples of tested specimens without deformation and after the deformation of 0.35 and 1.
The obtained results were compared to metallographic analyses—scanning electron microscopy
(SEM), light-microscopy, and HV30 hardness measurement. Samples intended for metallographic
analysis have been prepared by means of mechanical grinding and polishing. The microstructure was
revealed via etching in the 2% picric acid solution [20].
As mentioned in the introduction, transformation of austenite depends on the size of austenitic
grains as well; therefore, for every (D)CCT diagram besides chemical composition and other
thermomechanical parameters, it should be entioned for what size of austenitic grains this
transformation diagram is valid. Therefore, the investigate steel was tested for determination
of the average size of austenitic grains (AGS). Other heating parameters, like the heating rate and
temperature dwell time, were the same as in the case of the dilatometric experiment, except the fact that
instead of deformation after the dwell time, the samples were directly water-quenched to fix the origin
austenitic structure. The scheme of this heat-treatment experiment is evident from Figure 7a. In order
to evaluate the austenitic grain size, classical optical metallography has been applied when using the
method of origin-austenitic-grain revealing. The resulting icrostructure of this a ditional experiment
is included in Figure 7b. It was found that all 3 transformation diagrams, which are presented in
this article, were c nstructed for AGS = 9.8 µm. AGS was evaluated by the means of the specialized
software, Quick PHOTO INDUSTRIAL 3.2 (PROMICRA s.r.o., Prague, Czech Republic).
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Figure 8. Selected examples of dilatation curves, including determination of transformation points by
use of the tangential method.
Based on the analysis of the dilatation curves, the CCT diagra has been compiled (see Figure 9).
The constructed CCT diagram consists of only the pearlitic and martensitic regions. Other structural
components detected in the samples of the investigated steel were carbides, which do not transform
either during heating or during cooling. It is clear that the austenite is transformed to pearlite at
cooling rates up to 18 ◦C/s. The transformation of austenite to martensite proceeds above the cooling
rate of 12 ◦C/s.
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Figure 10. SEM microstructures of selected samples, without deformation. M, martensite; C, carbides;
P, pearlite; T(P), troostite; RA, retained austenite.
The presence of retained austenite was confirmed by X-ray diffraction analysis that was performed
using a Co Kα source (λ = 0.17902 nm) by means of the Bruker-AXS D8 (Bruker GmbH, Karlsruhe,
Germany) Advance apparatus. The specimen with a cooling rate of 150 ◦C/s (Figure 10a) contained
approximately 6.3% of retained austenite (RA).
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The microstructure of pearlitic blocks can be considered fine-grained with the average size of
pearlitic blocks of about 6 µm. For measurement of the size of pearlitic blocks (grains), specialized
software Quick PHOTO INDUSTRIAL (PROMICRA s.r.o., Prague, Czech Republic) was used, as well
as in the determination of AGS.
In all cases, carbides of different sizes from particles smaller than 0.1 µm to particles reaching
up to around 1 µm were observed in the microstructure. This confirms that the structure of the steel
at the end of the heating dwell consisted of the austenite and carbides. The microstructure of the
sample, which was cooled by the rate of 1 ◦C/s, consists of lamellar pearlite P and carbides (Figure 10d).
Precipitation of fine carbides C along the boundaries of former austenitic grains was observed only
to a very small extent. The microstructure of the samples, which were cooled by the intermediate
rates, 12 and 25 ◦C/s, consists of pearlite. With respect to an inter-lamellar distance and orientation of
pearlitic colonies, the morphology of this pearlite can be identified as troostite T(P) [49] (Figure 10b,c).
The structure of these samples also contains martensite M, whose amount rises with the cooling rate.
Carbides were observed in these structures as well. The sample cooled by the high rate of 150 ◦C/s
(Figure 10a) consists of the microstructure that is given only by martensite with a certain share of
retained austenite RA (see small darker areas in Figure 10a) and carbides.
By comparing the experimentally obtained CCT diagram (Figure 9) to the similar diagrams
obtained from available literature (Figures 11 and 12) [41,49–51], it is quite clear that the basic difference
between the compared diagrams is the absence of bainite in the experimentally obtained diagram
(Figure 9), which was confirmed by the metallographic analyses—see Figure 10. This finding could be
caused by the increased content of Si in the investigated steel, which is, in this case, near maximum for
this grade of bearing steel. It is known that in the case of high-carbon steels with increasing content of
Si, the kinetics of bainitic transformation slows down [51–54].
Crystals 2020, 10, x FOR PEER REVIEW 8 of 17 
 
The presence of retained austenite was confirmed by X-ray diffraction analysis that was 
performed using a Co Kα source (λ = 0.17902 nm) by means of the Bruker-AXS D8 (Bruker GmbH, 
Karlsruhe, Germany) Advance apparatus. The specimen with a cooling rate of 150 °C/s (Figure 10a) 
contained approximately 6.3% of retained austenite (RA). 
The microstructure of pearlitic blocks can be considered fine-grained with the average size of 
pearlitic blocks of about 6 µm. For measurement of the size of pearlitic blocks (grains), specialized 
software Quick PHOTO INDUSTRIAL (PROMICRA s.r.o., Prague, Czech Republic) was used, as 
well as in the determination of AGS. 
In all cases, carbides of different sizes from particles smaller than 0.1 µm to particles reaching 
up to around 1 µm were observed in the microstructure. This confirms that the structure of the steel 
at the end of the heating dwell consisted of the austenite and carbides. The microstructure of the 
sample, which was cooled by the rate of 1 °C/s, consists of lamellar pearlite P and carbides (Figure 
10d). Precipitation of fine carbides C along the boundaries of former austenitic grains was observed 
only to a very small extent. The microstructure of the samples, which were cooled by the 
intermediate rates, 12 and 25 °C/s, consists of pearlite. With respect to an inter-lamellar distance and 
orientation of pearlitic colonies, the morphology of this pearlite can be identified as troostite T(P) 
[49] (Figure 10 b,c). The structure of these samples also contains martensite M, whose amount rises 
with the cooling rate. Carbides were observed in these structures as well. The sample cooled by the 
high rate of 150 °C/s (Figure 10a) consists of the microstructure that is given only by martensite with 
a certain share of retained austenite RA (see small darker areas in Figure 10a) and carbides. 
By comparing the experimentally obtained CCT diagram (Figure 9) to the similar diagrams 
obtained from available literature (Figures 11 and 12) [41,49–51], it is quite clear that the basic 
difference between the compared diagrams is the absence of bainite in the experimentally obtained 
diagram (Figure 9), which was confirmed by the metallographic analyses—see Figure 10. This 
finding could be caused by the increased content of Si in the investigated steel, which is, in this case, 
near maximum for this grade of bearing steel. It is known that in the case of high-carbon steels with 
increasing content of Si, the kinetics of bainitic transformation slows down [51–54]. 
From the point of view of the localization of the pearlitic transformation and the temperature of 
the beginning of martensite formation on the temperature axis, there was a good match. A good 
match was also obtained when comparing all three CCT diagrams, namely the time domain of 
pearlite formation, also taking into account slightly different temperatures of austenitization (850 °C 
vs. 860 °C). 
However, martensite appeared in the structure at a cooling rate of 12 °C/s, which is a higher rate 
than in the case of the compared CCT diagrams from the literature. 
 




Figure 11. CCT diagram of 100Cr6 
steel—according to [51]. 
Figure 12. CCT diagram of 100Cr6 
steel—according to [42]. 
3.2. DCCT Diagram – Deformation e = 0.35 
While it is possible to encounter a large number of CCT diagrams of the investigated 100Cr6 
steel in the literature [42–44,51–54], there is a minimum of information about the effect of prior 
deformation on this steel. In the case of the presented research, the investigated steel was 
dilatometrically tested after two levels of the previous deformation. The DCCT diagram in Figure 13 
documents the influence of the previous deformation of e = 0.35. 
Only the austenite–pearlite and austenite–martensite transformations were found in this DCCT 
diagram (Figure 13). However, it is evident that the previous deformation accelerated the pearlitic 
transformation; in other words, due to the previous deformation, the pearlitic nose has been shifted 
to the left, i.e., to shorter times and thus to higher cooling rates—from 18 °C/s (maximum for CCT 
diagram) to 35 °C/s. The martensitic transformation was influenced by the previous deformation in 
the sense of lowering the martensite-start temperature by approximately 50 °C (from 220 °C for CCT 
to 170 °C for DCCT 0.35). 
 
. 
Figure 13. Deformation continuously cooling transformation (DCCT) diagram of the 100Cr6 
steel—after the deformation of e = 0.35. 
Figure 12. CCT diagram of 100Cr6 steel—according to [42].
Crystals 2020, 10, 326 9 of 16
From the point of view of the localization of the pearlitic transformation and the temperature
of the beginning of martensite formation on the temperature axis, there was a good match. A good
match was also obtained when comparing all three CCT diagrams, namely the time domain of pearlite
formation, also taking into account slightly different temperatures of austenitization (850 ◦C vs. 860 ◦C).
However, martensite appeared in the structure at a cooling rate of 12 ◦C/s, which is a higher rate
than in the case of the compared CCT diagrams from the literature.
3.2. DCCT Diagram—Deformation e = 0.35
While it is possible to encounter a large number of CCT diagrams of the investigated 100Cr6 steel
in the literature [42–44,51–54], there is a minimum of information about the effect of prior deformation
on this steel. In the case of the presented research, the investigated steel was dilatometrically tested
after two levels of the previous deformation. The DCCT diagram in Figure 13 documents the influence
of the previous deformation of e = 0.35.
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Figure 13. Deformation continuously cooling transformation (DCCT) diagram of the 100Cr6 steel—after
the deformation of e = 0.35.
Only the austenite–pearlite and austenite–martensite transformations were found in this DCCT
diagram (Figure 13). However, it is evident that the previous deformation accelerated the pearlitic
transformation; in other words, due to the previous deformation, the pearlitic nose has been shifted
to the left, i.e., to shorter times and thus to higher cooling rates—from 18 ◦C/s (maximum for CCT
diagram) to 35 ◦C/s. The martensitic transformation was influenced by the previous deformation in
the sense of lowering the martensite-start temperature by approximately 50 ◦C (from 220 ◦C for CCT
to 170 ◦C for DCCT 0.35).
In order to obtain a completely martensitic-carbidic structure, it was necessary to quench the
specimens after the deformation by the use of water jets. This, however, makes it impossible to install
the dilatometric module. The course of quenching after the 0.35 deformation is shown in Figure 14.
The cooling rate between 810 ◦C and 100 ◦C was close to 3500 ◦C/s.
The microstructure of all samples that were deformed by the strain of 0.35 was observed by
light-microscopy and SEM methods (Figure 15). Observed microstructures coincided with those
described above for the material state without deformation. An increased troostite share at the expense
of martensite was observed in the case of deformed samples, which were cooled by intermediate rates.
Documentation via the SEM method has been performed only in the case of the sample, which was
Crystals 2020, 10, 326 10 of 16
cooled at the rate of 25 ◦C/s (see Figure 15a,b), because light-microscopy would not clearly distinguish
the individual structural components, especially troostite.
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deformation of e = 0.35. M, martensite; C, carbides; T(P), troostite.
From the point of view of the content of individual structural components, there was a consensus
in the case of the representatives of the structures after the deformation of 0.35. The structure of
specimens after the quenching consisted only of martensite, carbides, and the occasional occurrence of
retained austenite (RA) (see in Figure 15).
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3.3. DCCT Diagram—Deformation e = 1
The previous deformation (e = 1) meant a further acceleration of the pearlitic transformation,
which unfortunately cannot be precisely quantified, due to the limiting cooling rate (35 ◦C/s) for the
specimen type used for dilatometric deformation tests. The higher deformation did not significantly
influence the martensite-start temperature (average martensite-start temperature is about 160 ◦C).
However, the martensite region was shifted to higher cooling rates (25 ◦C/s). This is shown in Figure 16.
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Figure 16. DCCT diagram of the 100Cr6 steel, after the deformation of e = 1.
Metallographic analyses of selected samples after the deformation of 1 revealed that the structure
after the quenching contained only martensite, carbides, and retained austenite. In addition, pearlite
was detected in the structure of the sample cooled at 25 ◦C/s, while the fraction of martensite was minor.
Unlike the undeformed or deformed specimen (e = 0.35), the structure was solely formed of pearlite
and carbides after the cooling rate of 12 ◦C/s. The mixture of pearlite and carbides was also evident in
the sample structure after the cooling rate of 1 ◦C/s (Figure 17a). The microstructure obtained by SEM
is shown in Figure 17b for the specimen cooled at 25 ◦C/s. It was a mixture of troostite, martensite,
and carbides.
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of new phase nuclei. Unfortunately, a significant acceleration of the pearlitic transformation due to 
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device. The deformation lowered the martensite-start temperature and, in the case of the 
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Figure 17. The microstructures (light-microscopy and SEM) of selected samples and after the
deformation of e = 1. M, martensite; C, carbides; T(P), troostite.
3.4. Comparison of the (D)CCT Diagrams
Comparisons of all three (D)CCT diagrams after different experimental-deformation modes are
shown in Figure 18. The shift in the pearlitic region to the left due to the deformation is relatively
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clear and noticeable, supporting the notion that deformation increases the number of lattice defects,
which promotes the diffusion of all atoms in solid solution and leads to faster nucleation and growth
of new phase nuclei. Unfortunately, a significant acceleration of the pearlitic transformation due to
the pre-deformation of 1 prevented the localization of the pearlitic nose on the selected experimental
device. The deformation lowered the martensite-start temperature and, in the case of the deformation
of 1, shifted the region to higher cooling rates. A similar conclusion was reported by Nikravesh
et al. [55] and Maalekian et al. [56] They reported that the starting temperature of martensite (Ms)
slightly decreased with hot deformation. Although the hot deformation of austenite promotes the
formation of ferrite and pearlite, this process enhances the stability of austenite against bainitic and
martensitic transformation. This phenomenon is known as ’mechanical stabilization’ [55–57].
Crystals 2020, 10, x FOR PEER REVIEW 13 of 17 
 
 
Comparison of hardness HV30 of the selected samples after all dilatometric deformation 
regimes can be seen in Figure 19. As expected, the hardness increased with the cooling rate when 
martensite in the structure had a significant effect in the sense of hardness increase. The comparison 
with respect to the effect of the previous deformation on the measured hardness clearly supported 
the correctness of the construction of the transformation diagrams, as the apparent acceleration of 
the pearlitic transformation due to the increasing deformation can also be observed. This 
phenomenon is documented in Figure 19 by the lower hardness compared to undeformed samples, 
indicating a higher amount of pearlite and carbides in the steel. 
The influence of the martensite fraction on the measured hardness HV30 is essential and can be 
documented by the graph in Figure 20. Moreover, the obtained results make it possible to predict the 
hardness of HV30 of the investigated steel depending on the martensite content (this was 
determined using specialized software Quick PHOTO INDUSTRIAL (this software works on the 
basis of structure differentiation by means of its own database, where the shares of individual 
components are evaluated on the basis of their color spectrum)), which is also presented in Figure 
20. It is evident from Figure 20 that hardness HV30 depends linearly on martensite fraction, which 
can be caused by the relatively narrow range of martensite fraction (10%–45%). However, from the 
literature, we can find that in the wider range of martensite fraction, it has an exponential 
dependence, where steepness grows with higher carbon content [58,59]. 
 
Figure 18. Comparison of all three types of (D)CCT diagrams of the 100Cr6 ste l.
3.5. Comparison of the Hardness HV30
Comparison of hardness HV30 of the selected samples after all dilatometric deformation regimes
can be seen in Figure 19. As expected, the hardness increased with the cooling rate when martensite in
the structure had a significant effect in th sense of hardness increase. The comparison with r pect to
the effect of the previous deformation on the me sur d hardness clearly supported the correctness of the
construction of the transformation diagrams, as the apparent acceleration of the pearlitic transformation
due to the increasing deformation can also be observed. This phenomenon is documented in Figure 19
by the lower hardness compared to undeformed samples, indicating a higher amount of pearlite and
carbides in the steel.
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The influence of the martensite fraction on the measured hardness HV30 is essential and can be
documented by the graph in Figure 20. Moreover, the obtained results make it possible to predict the
hardness of HV30 of the investigated steel depending on the martensite content (this was determined
using specialized software Quick PHOTO INDUSTRIAL (this software works on the basis of structure
differentiation by means of its own database, where the shares of individual components are evaluated
on the basis of their color spectrum)), which is also presented in Figure 20. It is evident from Figure 20
that hardness HV30 depends linearly on martensite fraction, which can be caused by the relatively
narrow range of martensite fraction (10–45%). However, from the literature, we can find that in the
wider range of martensite fraction, it has an exponential dependence, where steepness grows with
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Figure 20. Influence of martensite content 
on hardness value HV30. 
4. Conclusions 
Based on the experiments, three variants of (D)CCT diagrams were constructed for the 100Cr6 
steel, which can contribute to effective production, in terms of controlled forming and heat 
treatment. 
The study of the influence of the previous deformation on the transformation diagrams of the 
investigated bearing steel has resulted in several fundamental findings. 
The most important finding was the absence of bainite, which is very difficult to detect in such a 
fine-grained structure, and dilatation curves did not confirm its presence. In this case, the absence of 
bainite is caused by a higher content of Si, which generally (in the case of high-carbon steels) slows 
down the kinetics of bainite transformation. The absence of bainite in this steel could be 
disadvantageous by means of its hardness decreasing, which is one of the most important 
mechanical properties in the case of bearing steels. 
Furthermore, the thesis on the acceleration of diffusion-controlled transformations, including 
the transformation of austenite to pearlite, was confirmed. In addition, it has been verified that with 
the increasing amount of deformation, there is a further shift in the pearlitic region to higher cooling 
rates. Another gained knowledge in the case of the deformation effect on pearlitic transformation is 
the enlargement of the temperature interval of this transformation due to the increasing 
deformation, especially in the area of slow deformation rates. 
The previous deformation also affected the martensitic transformation that caused its decrease. 
The deformation of 1 also shifted the critical cooling rate required for martensite formation from 12 
°C/s to 25 °C/s. 
All these findings were subsequently reflected in hardness, which decreased for specific cooling 
rates due to increasing deformation. 
All three transformation diagrams were compiled for the same heating conditions, i.e., for the 
same average sizes of origin austenitic grain—9.8 µm, specifically. 
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4. Conclusions
Based on the experiments, three variants of (D)CCT diagrams were constructed for the 100Cr6
ste l, which can contribute to effective production, in terms of controlled forming and heat treatment.
The study of the influence of the previous deformation on the transformation diagrams of the
investigated bearing steel has resulted in several fundamental findings.
The most important finding was the absence of bainite, which is very difficult to detect in such a
fine-grained structure, and dilatation curves did not confirm its presence. In this case, the absence
of bai ite is caused by a hig er content of Si, which generally (in the cas of high-carbon steels)
slows down the kinetics of bainite transformation. The absence of bainite in this steel could be
disadvantageous by means of its hardness decreasing, which is one of the most important mechanical
properties in the case of bearing steels.
Furthermore, the thesis on the acceleration of diffusion-controlled transformations, including
th transformation of austenite to pearlite, was confirmed. I addition, it has been verified that with
the increasing amount of deformation, there is a further shift in t e pearlitic region to higher cooling
rates. Another gained knowledge in the case of the deformation effect on pearlitic transformation is
the enlargement of the temperature interval of this transformation due to the increasing deformation,
especially in the area of slow deformation rates.
The previous deformation also affected the martensitic transformation that caused its decrease.
The deformation of 1 also shifted t e critical cooling r te required for martensite formation from 12
◦C/s to 25 ◦C/s.
All these findings were subsequently reflected in hardness, which decreased for specific cooling
rates due to increasing deformation.
All three transformation diagrams were compiled for the same heating conditions, i.e., for the
same average sizes of origin austenitic grain—9.8 µm, specifically.
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39. Motyčka, P.; Kövér, M. Evaluation methods of dilatometer curves of phase transformations. In Comat; Tanger
Ltd.: Pilsen, Czech Republic, 2012; p. 1237.
40. Qiu, C.; Zwaag, S. Dilatation measurements of plain carbon steels and their thermodynamic analysis.
Steel Res. Int. 1997, 68, 32–38. [CrossRef]
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